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DEPARTMENT OF THE TREASURY
BUREAU OF ENGRAVI NG AND PRI NTI NG
WASHI NGTON, DC 20228

BEP SPECI FI CATI ON
FOR
FILM CAO L PACKAG NG TRAY

1. SCOPE AND CLASSI FI CATI ON
1.1 Scope. This specification establishes perfornmance and

acceptance requirenents for filmsuitable for nmanufacture of
trays for the packaging of postage stanp coils in the Bureau of
Engraving and Printing, hereinafter referred to as the "BEP".

1.2 Classification. This specification covers one type of
plastic film in tw (2) wdths. The plastic filmshall be

rigid, transparent, and suitable for thernmoformng. They shal

be identified as BEP stock item nunbers 1L.001479 and 1L001877.

2. APPLI CABLE DOCUMENTS The issues of the docunents are
those in effect on the date of the solicitation.

2.1 Gover nment  Docunent s.

2.1.1 Specifications, Standards, and Handbooks.

Bureau of Engraving and Printing Specification:

F: CPL-1 Film Coil Packagi ng Lidding

F: PCC-1H Film Pol yvinyl Chloride Coated

L: VAB-1A Specification for Vendor Affixed Barcode Labels
for the Bureau of Engraving and Printing

Materi al s

(Request for copies should be addressed to the Contracting
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G ficer, Bureau of Engraving and Printing, 14th and "C' Streets,
SW Washi ngt on, DC 20228).

M LI TARY STANDARD

M L- STD- 105 - Sanpling Procedures and Tabl es for |nspection
by Attributes

(Copies of mlitary standards are available fromthe Naval Ar
Techni cal Services Facility, Standardi zati on Docurments O der Desk
Bui I ding 4D, 700 Robbi ns Avenue, Phil adel phia, Pennsyl vani a
19111-5094) .

2.1.2 Oher Governnent Docunents, Drawi ngs, and Publications.
The fol |l ow ng other Governnent docunents, draw ngs, and
publications forma part of this docunent to the extent specified
her ei n.

Bureau of Engraving and Printing Draw ng:
"Automatic Coil Stanp Processing System Coil Stanp Tray"

Bureau of Engraving and Printing Test Mt hod:
TSM 83-001 Peel Strength of Adhesive Bonds

(Request for copies should be addressed to the Contracting
Cficer, Bureau of Engraving and Printing, 14th and "C' Streets,
SW Washi ngt on, DC 20228).

29 CFR 1910, Part 1200 - Hazard Communi cati on Standard
(Qccupational Safety and Health Adm nistration) See al so
Federal Register, Vol. 48, No. 228, Novenber 25, 1983.

40 CFR 261 -- ldentification and Listing of Hazardous Waste
See al so Federal Register, Vol. 55, No. 61, March 29, 1990.

40 CFR 720 - Premanufacture Notification; Premanufacture
Noti ce Requirenments and Revi ew Procedures.

40 CFR 761 -- Pol ychl orinated Bi phenyls (PCBs),
Manuf act uri ng, Processing, D stribution in Cormerce, and Use
Prohi bi ti ons

42 United States Code 6901 et seq., and 6962 - See al so
Ceneral Provisions for USC 6901 and Federal Procurenent for
USC 6962.
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Clean Air Act Amendnents of 1990, Section 112, Air Toxics
(The Code of Federal Regul ations(CFR) and the Feder al

Regi ster(FR) are for sale on a subscription basis by the
Superi ntendent of Documents, U S. Governnent Printing

G fice, Washington, DC 20402. Reprints of certain

regul ati ons may be obtained fromthe Federal agency

responsi ble for their issuance).

District of Colunbia Minicipal Regulations (DCVR), Title 21,
D scharge Standards, Chapter 15, Section 1501.4(c).
(Published by the Ofice of Air and Water Quality,

Environnental Control D vision, Departnment of Consuner and
Regul atory Affairs, Governnment of the District of Col unbia,
5010 Overl ook Avenue, S. W, Washington, D. C 20032).

California's "Safe Drinking Water and Toxi c Enforcenent Act"”
of 1986 (Proposition 65) (Requests for copies should be
addressed to the State of California Health and Wl fare

Agency, 1600 N nth Street, Room 450, Sacranmento, California
95814) .

2 Non- Gover nnent Publications. The follow ng docunents form
part of this specification to the extent specified herein.

2.
a

American National Standards Institute/ Arerican Society for
Quality Control (ANSI/ASQC):

@002-1994 - Quality Systens -- Mdel for Quality
Assurance in Production and Installation.

(Request for copies should be addressed to the Anerican Society
for Quality Control, 611 East Wsconsin Avenue, M | waukee,
Wsconsin 53201-30052).

American Society for Testing and Materials (ASTM Met hods:
D 374 -- Thickness of Solid Electrical Insulation
D 618 -- Conditioning Plastics and El ectri cal
Insulating Materials for Testing
(Request for copies should be addressed to the Anerican Society
for Testing and Materials, 1916 Race Street, Phil adel phia,
Pennsyl vania 19103-1137).

Nati onal Mdtor Freight Cassification Rules and Contai ner
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(Request for copies should be addressed to the Anerican Trucking
Associ ation, Incorporated, 2200 MII Street, A exandria, Virginia
22314- 4677).

Nat i onal Paint and Coatings Associ ation's Hazardous
Materials ldentification System (HM RR) of Labelling.

(Request for copies should be addressed to Anerican Label Mark
Conpany, Label Maker Division, 5724 North Pul aski Road, Chi cago,
I'l1linois 60646-6797).

2.3 Order of Precedence. In the event of a conflict between
the text of this docunent and the references cited herein, the
text of this docunent takes precedence. MNothing in this
document, however, supersedes applicable | aws and regul ati ons

unl ess a specific exenption has been obtai ned.

2.4 Internal References. Al paragraph and table references
wll be to paragraphs and tables of this specification, unless
stated ot herw se.

3. REQUI REMENTS

3.1 Materi al s. The filmshall be rigid, transparent, and
suitable for thermoformng. The filmshould have a thickness of

0. 369-0.451 nm (0. 015-0.0178 inch). The variation in thickness

of the filmshould not vary nore than = 0. 020 mm (0. 0008 i nch)
fromedge to edge across the web. The filmshould be free from

hol es, tears, cracks, creases, and winkles. The filmshould
contain no nore than 10 specks or particles of foreign matter,

such as dirt or carbonized naterial, per 1,000 cm 2 (approxinately
1 ft?). The edges of the filmshould be linear, cleanly slit, and
free from nicks.

3.1.1 Recycled Material. |In accordance with the requirenents of
42 United States Code 6901 et seq. , and 6962, the BEP encourages
the use of the highest percentage of recovered materials

practi cabl e in the manufacture and packagi ng of the finished
materials specified herein, as long as all specification

requi renents are fulfilled.

3.2 Performance in Processing. The filmshall be suitable for
use on the BEP s autonatic coiling and packagi ng equi prent. This
equi pnent is the Hassia "Thernmoform Fill, and Seal i ng Machi ne",
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THL 28/22. This equipnment is cited for information only, use of
conpany and/or product nane in this docunment does not inply
approval or recomrendation of the product in preference to others
that nay al so be suitable. The filmshall unw nd, thernoform
seal, cut, and slit-perforate satisfactorily on BEP equi pnent.

Typically, the filmis preheated to a tenperature of 115 %
5°C (239 =+ 9°F), and is forned under air pressure of
approximately 2 bars (29 psi). See Attachnent 1, BEP draw ng
"Automatic Coil Stanp Processing System Coil Stanp Trays", for an
illustration of the finished tray.

The film after thernoformng into trays, shall seal to the
lidding filmdescribed in Attachnment 2, BEP specification:
F: CPL-1, Film Coil Packagi ng Lidding, dated June 6, 1995. The
sealing tenperature will be in the range of 95 °G 110°C (203 °F-
230°F) with a dwell time of 1.5-3.0 seconds under a pressure of
587 Kpa-1076 kPa (85 psi-156 psi).

The filmshould cut cleanly and easily, and shoul d not
adversely interfere with the cutting equipnent. A so, the film
should slit-perforate easily and uniformy without adversely
affecting the slit perforating equi pnent.

3.2.1 Product Performance The seal shall be such that any
attenpt to renove the lidding filmfromthe tray shall result in
a visible, permanent indication that renmoval has occurred or has
been attenpted. The adhesi on between the tray and lidding film
shall be such that when the finished sealed tray containi ng
coiled stanps is separated into strips or individual cups, the
lidding filmdoes not peel away fromthe tray, cause partial or
conpl ete opening of the cups bei ng separated, cause partial or
conpl ete openi ng of adjacent cups, or cause partial or conplete
openi ng of any other cup in the tray.

Separation of a cup fromthe tray is done as follows: a
strip of either Aor B (see Illustration 1) is folded along a
perforation, in the direction of lidding filmto lidding film
The strip is then torn off in either a horizontal or upward
vertical notion to separate it fromthe rest of the tray. The
i ndi vi dual cups are separated fromthe strip of cups in the same
nmanner .
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The filmdelivered under this

specification should be in rolls.

specified on fiber cores furnished by the contractor.
shoul d be wound concentrically to within
and shoul d have cl ean-cut |inear edges.

uni formy wound so that the rol
end of the filmshould be secured to the core.

Wl |

not tel escope.

The fil mshoul d be wound as
The film

+ 0.8 nm ( + 0.030 inch)
The fil mshoul d be

The i nner

The outer end of

the filmshould be secured to prevent the end of the filmfrom
unwi ndi ng before use. The rolls and cores should conply with the

fol l owi ng requi renents.

TABLE |
DETAI LS OF ROLLS

BEP St ock No. 1L001479 1L001877
Wdth of roll M ni num Maxi_ mum M ni num Maxi_ mum
mllineters 192.0 193.8 209.7 211.7
(i nches) (7.56) (7.63 ) (8.26) (8.34)
Qut si de di aneter of rol
mllineters 508.0 560.0 508.0 560.0
(i nches) (20.0) (22.0 ) (20.0) (22.0)
I nsi de di aneter of core
mllineters 75.0 77.0 75.0 77.0
(i nches) (2.95) (3.06) (2.95) (3.06)
Splices in any roll 0 3 0 3

3.3.2 Splices. Al splices should be butt splices,
with brightly col ored thernofornabl e tape.

contrast with the filmcol or

(65 ft) of the beginning or the end of aroll.

constructed
The tape col or shal

No splice should be within 20 m

Splices should

not separate or cause equi pnent stops during unw nding of the
rolls, feeding, and thermoformng of the film filling of forned
trays, heat sealing of the lidding film and cutting and
packagi ng of finished trays on BEP autonatic coi

packagi ng
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3.3.3 Stability. The filmshould show no evi dence of
deterioration or change in properties that would render it unfit
for its specified usage when stored for periods not exceedi ng siX
nont hs under normal at nospheric conditions.

3.3.4 Roll Defects. The rolls of filmshall be clean and free
fromscraps, slitting residue, dirt, and other extraneous
materi al s.

3.4 Safety and Health in Handling, Printing, and Processing.

3.4.1 Material Safety Data Sheet (MSDS). The contractor shal
prepare an MSDS that conplies with the Gccupational Safety and
Health Admnistration (G8HA) requirenents as listed in 29 CFR
1910, Part 1200, paragraphs (g) and (i). No sanple will be

eval uat ed wi t hout an MBDS.

3.4.2 Safety and Health. The BEP retains the right to reject
any material which causes an adverse effect upon its enpl oyees.
Adverse effects include, but are not limted to: headache; eye,
dermal, nasal, or throat irritation; sensitization, nausea, and
di zzi ness.

3.5 Envi ronnent al Requi renents

3.5.1 Premanufacture Notification. The contractor shall conply
with the regulations set forth in 40 CFR Part 720, Prenanufacture
Notification. 40 CFR part 720 establishes prenanufacture
notification requirenents under Section 5 of the Toxic Substances
Control Act (TSCA).

3.5.2 Proposition 65. The filmshall not contain any of the
chemcals listed by California's "Safe Drinking Water and Toxic
Enf orcenent Act of 1986" (Proposition 65) nor shall it contain
any ingredi ent known to cause cancer or known to be a
reproductive toxicant as recogni zed by the United States

Envi ronnental Protection Agency, Cccupational Safety and Heal th
Admni stration, and/or any of the individual states.

3.5.3 Polychlorinated Bi phenyls (PCBs) . The filmshall not
contain PCBs in excess of 2 parts per mllion. The contractor
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may qualify as an excluded nanufacturing process under 40 CFR
761.1 (f) (1) if copies of the certification required by the
Envi ronnental Protection Agency (EPA) are provided.

3.5.4 |dentification and Listing of Hazardous Waste. The film
shall not contain contamnants in excess of those listed in Table
|, 40 CFR Part 261.24 for the Toxic Characteristics Leaching
Procedure (TCLP).

3.5.5 Ar Toxics. |If the filmcontains any of the chemcals as
an ingredient that are regulated as air toxics by the Qean Ar
Act Anendnents of 1990, Section 112, the contractor shall prepare
a list of the names and quantities (concentrations) of any such
chem cal s.

3.5.6 Total Toxic Organics. The filmshall not contain as an
ingredient any of the toxic organic chemcals listed in Title 21,
DCVR, Chapter 15, Section 1501. 4.

4.  QUALI TY ASSURANCE PROVI SI ONS

4.1 Contractor Quality Assurance Plan. The contractor shall
have a quality assurance plan which describes their quality
system This plan shall include any additions or nodifications
required for the manufacture of tray filmfor the BEP. The
quality assurance plan should address the requirenents of the
Anerican National Standard Institute/ Anerican Society for
Quality Control (ANSI/ASQO), Quality Systens - Mdel for Quality
Assurance in Production and Installation, @002. The quality
assurance plan may be in the format currently used by the
contractor or subcontractors, however, the preferred format is
that of (@002.

The qual ity assurance plan shall ensure that the film
delivered to the BEP neets the requirenments specified. The BEP
may conduct periodic quality audits at the facilities of the
manuf acturer. The BEP accepts the counterpart in the
I nternati onal Standards Organi zation, |SO 9002, as technically
equi val ent to Q002.

4.1.1 Modifications of the Quality Assurance Pl an. During the
termof the contract, contractors shall not deviate fromthe
approved qual ity assurance plan w thout prior BEP approval. The
contractor may propose changes to the quality assurance pl an
during the life of the contract. The proposed changes shall be
submtted in witing to the COTR, with witten justification for




F: CPT-2
Sept enber 18, 1996

Page 9
t he changes.

4.2 | nspecti on and Testi nag.

4.2.1 Responsibility for Inspection and Testing. Unless

ot herwi se specified in the contract or purchase order, the
supplier is responsible for the performance of all inspection and
testing requirenments as specified herein. Except as otherw se
specified, the supplier may utilize his ow facilities or any
commercial |aboratory acceptable to the BEP. The BEP reserves
the right to performany of the inspections and tests set forth
in the specification. This wll (may) include periodic quality
audits at the facilities of the manufacturers.

4.2.2 BEP Testing. The BEP will evaluate the film on BEP
equi pnent for conpliance with the requirenents of paragraphs:

0 3.2 Per f or mance
0 3.3.2 Splices

4.2.3 Sanpling. Sanpling for inspection and testing shall be
conducted i n accordance with ML-STD 105. The Inspection Leve
(I'L) and Acceptable Quality Level (AQ) shall be as foll ows:

TABLE | |
SAMPLI NG FOR | NSPECTI ON AND TESTI NG
Description L AQL
Testing and | nspection S1 1.5
Def ects i n Appearance and Wr kmanshi p I 2.5
Defects in Preparation for Delivery S2 2.5

The lot size for the purpose of determning the sanple size
shall be expressed in units of delivery-size rolls. The sanple
unit for inspection and for tests not requiring the full rol
shall consist of at least 4 m (13 ft) of film taken after the
first three layers of the roll have been renoved.

4.3 Testing. Testing shall be conducted in accordance with the
foll owi ng nethods. Reference to specific instrunents is for
information only; use of a conpany and/or product nane in this
document does not inply approval or recomrendati on of the product
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in preference to others that nay al so be suitable. The BEP will
work with the contractor to establish correlations between
various instrunments when required.

4.3.1 Test Conditions. Filmsanples shall be conditioned and
tested under environnmental conditions that neet the requirenents
of ASTM D 618.

4.3.2 Thickness. The thickness of the filmshall be determ ned
according to ASTM D 374, Method C

4.4 lnspection. Inspections shall be conducted for the
requi renents |isted bel ow by paragraph, in accordance with the
nmet hods gi ven:

TABLE [ |1
| NSPECTI ON
Par agr aph/ Requi r enent (s) | nspecti on Met hod
3. 1/ Wor kmanshi p Vi sual eval uation
3.3.1/Roll Construction Vi sual eval uati on,
nmeasur enent
3.3.2/Splice Construction Vi sual eval uation of
construction
3.3.3/Stability Vi sual eval uation
5./Preparation for Delivery Vi sual eval uation

measur enent

4.5 Contractor Docunentation. The contractor shall provide the
fol |l owi ng docunentation on the fil msupplied.

4.5.1 Certification. The contractor shall certify that all film
suppl i ed under this specification neets all of the requirenents

of this specification. The certification shall include a

statenent of the recycled naterial content of the film The
contractor shall also certify that the filmconforns to all the
requirenents of this specification when shipped and stored under
the conditions stated in Paragraph 3.3.3. Signed certification

for each shipnent of filmsupplied to the BEP shall acconpany the
reports of inspections and tests and be received with or before
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shi pnent .

4.5.2 Reports. The contractor shall furnish the BEP (to the
COTR, Contracting Oficer's Technical Representative) copies of
reports showing the results of inspections and tests for each
lot. The reports shall also include the nunber of delivery-size
rolls made fromeach lot. The reports shall be forwarded to BEP
with or before shipnent.

5. PREPARATI ON FOR DELI VERY

5.1 Packagi ng and Packing. The packagi ng and packi ng shal
conply with any applicable Departnment of Transportation Rules and
Regul ati ons and shall conply with the applicabl e requirenents of
the National Mdtor Freight dassification Rules and Contai ner
Speci ficati ons.

5.1.1 Roll Wapping. Each roll shall have wooden, netal, or
plastic plugs inserted in each end of the core prior to shipnent
that will prevent collapse of the core during handling in the
BEP. Each roll of filmshall be wapped in plastic or paper in
such a manner that will prevent exposure to dirt and damage to

t he sides, edges, and ends of the rolls.

5.1.2 Packing. The contractor shall deliver all rolls on skids.
There should be 20 rolls per skid, except the end skid of a

shi pnent, which may contain fewer rolls. The rolls should be
stacked on their sides, in |ayers of four each and covered with a
corrugated or wooden top. There shall be a sheet of rigid

pl astic or corrugated board between each | ayer of rolls. The
ski dl oad shall be wapped, and strapped with a strappi ng nateri al
so that no shifting of the rolls occurs during transit or during
subsequent BEP storage and handl i ng.

5.1.3 Alternate Methods. The contractor may request
aut horization for alternate nethods of packaging fromthe
contracting officer prior to the shipnent of any rolls.

5.2 Marking.

5.2.1 Skidload Marking. Each skidload shall be |egibly mnarked
on two opposite sides with the follow ng:

o "GO L TRAY FI LM
o0 BEP st ock nunber
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(@)

@G oss weight of |oaded skid (given in both kil ograns and
pounds)

Total length of rolls (given in both meters and feet)
Dat e of nmanufacture

BEP purchase order nunber

Contractor's nane

[olelioNe}

5.2.2 Roll Marking. Each roll shall have a label within the
core. Information on the |abel shall include the follow ng:

BEP st ock nunber

Rol | net wei ght

Roll length

Manuf acturer's | ot nunber
BEP purchase order nunber
Contractor's nane

Dat e of nmanufacture

OCOO0OO0OO0O0O0O0

5.2.3 Size and Color of Mrking. The skidload narkings shall be
legible, not less than 25 mm (1 inch) high and of a col or
contrasting to that of their backgrounds. The core |abe

mar ki ngs shall be legible, not less than 5 nm (0.2 inch) high and
of a color contrasting to that of their backgrounds.

5.2.4 HM SR The contractor shall conply with all requirenents
of the Hazardous Material |Information System

5.3 Barcode Labels. The |abels shall conformto the
"Specification for Vendor Affixed Barcode Labels for Bureau of
Engraving and Printing Materials". The Part# cited is the BEP
Stock Item Nunber. Each pallet shall be |labelled with the
barcode infornation in the foll owi ng exanpl es in accordance with
the categories in section 2.1 of the barcode | abel specification.
Each | abel shall be placed on the top and two opposite sides of
the pallet. See section 2.1.1 of this specification.

TABLE |V
BARCCODE | NFORMATI ON
Specification Serial/Lot #
Vi ght
Product Description
PO #
Part #

Quantity
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Label | nformation

CA L TRAY FI LM

Purchase Order Nunber
1L.001479 or 1L001877

Nunber of rolls on pallet and
its equivalent in nmeters/feet
Manuf acturer's Lot Nunber

Net weight of roll in Kg/lb

6. NOTES

6.1 | nt ended Use. Coi | packaging tray fil mBEP stock nunber
1L001479 and 1L001877 covered by this specification are for

manuf acture of trays for the packagi ng of pressure sensitive and
wat er activated postage stanp coils in the BEP

6.2 Definitions. GCertain words and phrases are frequently used
inthis specification. The followng rules will apply:

6.1.1 "Shall", the enphatic formof the verb, is used whenever a
requirenent is intended to express a provision that is binding.
6.1.2 "WII", is intended to express a declaration of purpose on
the part of the government. It nay al so be used to indicate

sinple futurity.

6.1.3 " Should" is used whenever a non-nmandatory characteristic
is judged to be desirable for the material or product. As such,
this characteristic may be graded during the eval uation of the
material in order to assist in the selection of the best
qualified nmaterial

(END)



